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Procedure Issue Date: 
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Issue No: 09 


4.2 


4.2.1 


Prime, Paint 


Prime 
P A1NO 3:1N3H3.:I3H 


4.2.1.1 
Prepare all surfaces to be primed using Dupont 41058 Wash' n' Wipe Degreaser. 
Be 
sure not to leave any residue on the parts by passing a good quality tack rag over 
surface. 


4.2.1.2 
Prepare 2-part epoxy primer in accordance with manufacturer's 
instructions. 


4.2.1.2.1 
Acceptable 
primers for aluminum are: 
a) 
Any MIL-P-23377 
primer 
b) 
Any MIL-P-85582 
primer 
c) 
Tempo 4500-P-23 
primer (consists of 4500-P-23 
base and 4500-C-23 
catalyst) 


4.2.1.2.2 
Acceptable 
primers for composite coatings are: 
a) 
Tempo 4500-P-40 
primer (consists of 4500-P-40 
base and 4500-C-40 
catalyst) 
b) 
Dupont 2K urethane Primer: 
- 1144SC 
Catalyst - 1125S 
Reducer- 1175S 


4.2.1.3 
Mix primer I paint as per manufacturer's 
instructions 
and allow to activate. 


4.2.1.4 
Priming crosstubes: 
Pour primer into tube as necessary. 
Submerge; 
saturate the 
sponge with primer and drag through the tube back and forth until complete 
coverage is achieved. 
Empty the tube of remaining primer. 
When applying the 
primer to the parts surface, use light even coats until the part is homogenous 
in 
colour as per the manufacturer's 
instructions. 


4.2.1.5 
Preferred procedure is to prime crosstubes with Tempo 4500-P-23. 
Allow the 
Tempo 4500-P-23 to dry from 4 hours minimum to 6 hours maximum before 
applying the topcoat. 
This is to be done under normal conditions of 7rF 
and 50% 
relative humidity as per manufacturer's 
instructions. 
If the Tempo 4500-P-23 
primer 
dry time exceeds 7 hours before applying the topcoat, let the primer cure for 16-18 
hours and sand lightly using a maximum 320 grit sanding paper. 


4.2.1.6 
Allow primer to dry before painting. 
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4.2.2 
Paint 
fL- 
REFERENCE ONLY 


Prime per aSI 005 section 4.2. 
DO NOT perform section 4.2.2.1 or 4.2.2.2 if 
painting crosstubes 
primed per section 4.2.1.5. 


4.2.2.1 
Mask part per Dwg. A light sanding with scotchbrite 
or 400 grit sandpaper 
may be 
necessary for proper paint adhesion. 


4.2.2.2 
Prepare all surfaces to be painted using Dupont 4105S Wash' n' Wipe Degreaser. 
Be sure not to leave any residue on the parts by passing a good quality tack rag 
over surface. 


4.2.2.3 
Prepare paint in accordance with manufacturer's 
instructions. 
Acceptable 
paints are: 
a) 
Any MIL-C-85285 
polyurethane 
paint 
b) 
Any MIL-C-83286 
polyurethane 
paint 
c) 
AWL GRIP G8001 white base + . 
AWL GRIP G301 0 converter + 
AWL GRIP T0003 reducer 
. d) 
Dupont Imron Polyurethane 
Enamel Base white (555U) + Dupont Imron 
Polyurethane 
Enamel Activator 1925 [mix 3: 1]. 


Note: 
Use only Imron polyurethane enamel paint when top coating with Tempo 
4500-P-23 
primer on the crosstubes. 


4.2.2.4 
Apply to part surfaces with spray gun until parts are homogeneous 
in color. 
Ensure 
regulator is set correctly for paint mixture type. 


4.2.2.5 
Allow paint flash time, as per manufacturer's 
instructions, 
before applying the next 
coat. 


4.2.2.6 
Apply 2 
nd coat of paint as required. 


4.2.2.7 
Allow paint to harden to the point that the finish will not be disturbed in further 
operations (approximately 
16-18 hours) 


4.3 
Powder 
Coat 


4.3.1 
Prepare steel parts for powder coating by washing them with Dupont 4105S Wash n' 
Wipe Degreaseror 
R1900 Thinner to remove any grease, oils and markers on the 
part before pressure washing. 
Parts are to be heat pressure washed at 180 
0 F, and 
rinsed using a wash hose with cool clean water. 
Dry the parts by pre-heating 
as per 
section 4.3.5 temperature 
chart. 
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